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Ensure appropriate memos and specific instructions are placed with the traveler before issuing the sub traveler binder to production.

1.0
General Notes
1.1
White (Lint Free) Gloves (Fermi stock 2250-1800) or Surgical Latex Gloves  (Fermi stock 2250-2494) shall be worn by all personnel when handling all product parts after the parts have been prepared/cleaned.

1.2
All steps that require a sign-off shall include the Technician/Inspectors first initial 
and full last name.

1.3
No erasures or white out will be permitted to any documentation.  All incorrectly 
entered data shall be corrected by placing a single line through the error, initial and 
date the error before adding the correct data.

1.4
All Discrepancy Reports issued shall be recorded in the left margin next to the 

applicable step.


1.5 
All personnel performing steps in this traveler must have documented training for 

this traveler and associated operating procedures.


1.6
Personnel shall perform all tasks in accordance with current applicable ES&H 


guidelines and those specified within the step.

1.7
Cover the product/assembly with green Herculite (Fermi stock 1740-0100) when not being serviced or assembled.

2.0
Parts Kit List
2.1
Attach the completed Parts Kit List for the Coil Winding to this traveler.  Ensure that the serial number on the Parts Kit List matches the serial number of this traveler.  Verify that the Parts Kit received is complete.



Process Engineering/Designee



Date

3.0
Coil Preparation
3.1
Vacuum the entire Coil Insulation Assembly area and visually inspect to ensure that it is free from dirt, dust and other contaminants that may cause damage to the Coil Insulation Assembly process.



Technician(s)





Date

X
3.2
Verify that the Coil Insulation Assembly area has been vacuumed and is free of all 
foreign material.



Lead Person





Date

3.3
Vacuum the entire Coils and use a permanent magnet over the Coils to remove all foreign magnetic material and visually inspect the Coils.



Technician(s)





Date


3.4
Record the Coil Serial Numbers on all the (3) Coils.

Coil Serial Number

1

2

3



Technician(s)





Date

3.5
Clean all the Curing Assembly tooling per assembly drwg. (MB-351923) with Isopropyl Alcohol (Fermi stock 1920-0300) or equivalents using lint free wipers (Fermi stock 1660-0150) or equivalents and inspect prior to installing onto Coil Pancake.



Technician(s)





Date

3.6
Apply one (1) thin coat of Red Mold Release (MA-292449) or equivalent.



Notes:

Allow coat to dry for a minimum of ten (10) minutes before continuing.  Avoid runs and heavily coating the items.  Touch up any areas as required.



Technician(s)





Date

3.7
Insulate each Pancake with two layers half-lap of 0.007” thick by 1.000” wide fiberglass tape.



Technician(s)





Date

3.8
Insulate each radius of the pancake with .002” X 1” Tedlar tape (MA-116528).



Technician(s)





Date

3.9
Install the Side Plate #2 (MB-351926) onto the Table see Assembly Dwg. (MD-351923).  Insert the first pancake, inspect the Pancake for damage, before proceeding to the next step, and install (1) Center Plate (MB-351924) onto the Pancake and Side Plate.  Position all Plates with item #10 (Hex Socket Head Cap Screw).


Technician(s)





Date

3.10
Install (1) Spacer Plate (MB-351927) onto the one Coil, ensuring not to damage the Coil.



Technician(s)





Date

3.11
Insert another Coil Pancake and install the second Center Plate (MB-351924)and inspect for damage.  Install the last Spacer Plate (MB-351927) onto the Coil.  Place the last Coil Pancake onto the Spacer Plate, insert the last Center Plate, check for damage.



Technician(s)





Date


3.12
Inspect and install Side Plate #1 (MB-351925) onto pancake and bolt into place.



Technician(s)





Date

3.13
Install End Plates (MB-351928) (Qty. 2), Lower Plate (MB-351930) (Qty. 1) one on each side.  Apply Gray RTV (MA-318765) or equivalent between Plates, Bolts Washers and Nuts and tighten bolts.



Technician(s)





Date

3.14
Inspect and install Upper Plate (MB-351929) (Qty. 3).



Technician(s)





Date


3.15
Clamp the Upper Bars (MB-351933) and Side Bars (MB-351932), two for each side.



Technician(s)





Date

3.16
Gradually tighten all bolts to ensure that Mold fixture is tight and sealed Screws Item #11 should be torque at 50-ft. lbs. and Nuts Item #11, should be torque at 170-ft. lbs.



Technician(s)





Date

3.17
Install the Tube Adapter (MA-274990) into the Side Plate #1 (MB-351925) and install  and braze the Copper Tubing (MA-274989) (should be approximately 2 to 5 ft. long) to the Tube Adapter.



Technician(s)





Date

3.18
Measure and control the width of the Fixture per Assembly Drawing (MD-351923) the dimension should be 5.000 inches.  Record the measurement below.



Fixture width
_______________inches



Technician(s)





Date


3.19
Verify that all the above steps have been completed and comply with (MB-351923).



Crew Chief





Date



Lead Person





Date

4.0
Electrical Inspection

4.1
Perform an electrical inspection.

Electrical Test
Equipment Serial Number
Limit


Actual Measurement
Pass
Fail
Out of Tolerance

Coil Resistance









LS @ 1 KHz









Q @ 1 KHz









LS @ 100 Hz









Q @ 100 Hz









100 V Ring









2000 V Ring









HiPot Coil to ground @

2000 V









Inspector





Date

5.0
Production Complete

5.1
Process Engineering verify that the Isotope Production Facility 22o Kicker Dipole Insulation Assembly Traveler (5520-TR-333450) is accurate and complete.  This shall include a review of all steps to ensure that all operations have been completed and signed off.  Ensure that all Discrepancy Reports, Nonconformance Reports, Repair/Rework Forms, Deviation Index and dispositions have been reviewed by the Responsible Authority for conformance before being approved.



Comments:



Process Engineering/Designee



Date

6.0
Attach the Process Engineering “O.K. to Proceed” Tag to the Coil.



Process Engineering/Designee



Date

7.0
Proceed to the next major assembly operation - IPF Coil Curing/Impregnation Assembly Traveler (5520-TR-333451).










IPF 22 o Kicker Insulation Assembly
Page 
 of 8
Coil Magnet Serial No.






